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First Examination Report 



Application No.: 038070464 

The present invention relates to an arc welding apparatus, and the 
fallowings are the result of the examination. 

The technical subject matter of claim 1 does not involve an inventive 
step pursuant to Article 22 Section 3. of the Patent Law. The cited reference 1 
(CN 1 234306 A) also discloses an arc welding apparatus (see Fig. 3 of the cited 
reference 1 )» in which a welding current detector (see reference numeral 7 in the 
figures of the cited reference 1, same for the fallowings) for detecting a welding 
current value, a welding voltage detector (21) for detecting a welding voltage 
value and a wire feeding speed detector (10) are provided. Although the cited 
reference 1 does not explicitly discloses technical features of a welding torch 
and a chip, such features are inherently disclosed in the cited reference 1 since 
they are essential features for a welding apparatus. Therefore, the difference 
between claim 1 and the cited reference 1 is that the arc welding apparatus 
recited in claim 1 displays a wire feeding speed command value, the welding 
current value and the welding voltage value independently. However, since the 
cited reference 1 also discloses means (15) for supplying a wire feeding 
command value and the detectors (7, 21 } for detecting a welding current and a 
welding voltage, it would be easy for a person skilled in the art to display the wire 
feeding speed command value, the welding current value and the welding 
voltage value independently, and it is within an well-known knowledge for this 
field. Consequently, since it would be obvious for a person skilled in the art to 
obtain the technical subject matter of claim 1 on the basis of the cited reference 
1 , claim 1 does not have a substantially outstanding feature or a distinguishable 
improvement, and thus, does not involve an inventive step. 
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Abstract of CN1 234306 

The present invention relates to a fuzzy control method for C02 short-circuiting 
transfer welding and its welding machine. It is characterized by that it adopts a 
closed-loop control method com b i n ingparam eters-matched coordinate control and 
parameters-regulated fuzzy control, on the basis of the real-time detection on short 
circuiting transfer frequiency of reflecting stability .of welding process, according to the 
coordinate relationship between all welding parameters and short circuiting transfer 
frequencies, it makes fuzzy treatment to detected data to define the regulating 
quantity of allparameters to make real-time regulation to make short circuiting transfer 
frequency keep stable In a certain range to ensure the optimum matching relationship 
between all parameters. Said invention possesses, the advantages of good parameter . - . . 
matching property, strong anti-interference capacity and stable welding course. 
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First Examination Report 



Application No.: 038070464 

The present invention relates to an arc welding apparatus, and the 
fallowings are the result of the examination. 

The technical subject matter of claim 1 does not involve an inventive 
step pursuant to Article 22 Section 3 of the Patent Law. The cited reference 1 
(CN 1234306 A) also discloses an arc welding apparatus (see Fig. 3 of the cited 
reference 1), in which a welding current detector (see reference numeral 7 in the 
figures of the cited reference 1 , same for the followings) for detecting a welding 
current value, a welding voltage detector (21) for detecting a welding voltage 
value and a wire feeding speed detector (10) are provided. Although the cited 
reference 1 does not explicitly discloses technical features of a welding torch 
and a chip, such features are inherently disclosed in the cited reference 1 since 
they are essential features for a welding apparatus. Therefore, the difference 
between claim 1 and the cited reference 1 is that the arc welding apparatus 
recited in claim 1 displays a wire feeding speed command value, the welding 
current value and the welding voltage value independently. However, since the 
cited reference 1 also discloses mearis (15) for supplying a wire feeding 
command value and the detectors (7, 21 ) for detecting a welding current and a 
welding voltage, it would be easy for a person skilled in the art to display the wire 
feeding speed command value, the welding current value and the welding 
voltage value independently, and it is within an well-known knowledge for this 
field. Consequently, since it would be obvious for a person skilled in the art to 
obtain the technical subject matter of claim 1 on the basis of the cited reference 
1, claim 1 does not have a substantially outstanding feature or a distinguishable 
improvement, and thus, does not involve an inventive step, 
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Abstract of CN1 234306 

The present invention relates to a fuzzy control method for C02 short-circuiting 
transfer welding and its welding machine. It is characterized by that it adopts a 
closed-loop control method combin ingparameters-matched coordinate control; and 
parameters-regulated fuzzy control, on the basis of the real-time detection on short 
circuiting transfer frequiency of reflecting stability. of welding process, according to the 
coordinate relationship between all welding parameters and short circuiting transfer 
frequencies, it makes fuzzy treatment to detected data to define the regulating 
quantity of allparameters to make real-time regulation to make short circuiting transfer 
frequency keep stable in a certain range to ensure the optimum matching relationship 
between all parameters. Said invention possesses the advantages of good parameter . „ 
matching property, strong anti-interference capacity and stable welding course. 
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